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Casco Bay Steel Structures
Cne Wallace Avenue, South Portland ME 04106

AWS - Welding Procedure Specification (WPS)

Maximum pass thickness

{ny

See Back Page

WeldOffice WPS
WPS record number. 250 Revision Qualified to AWS D1.5
Date &/10/2014 Company.name Casco Bay Steel Structures
Supporting PQR(s) SAW FCM 3/32 DC- 5/7114
Reference docs:
Scope.
Fillet, no PWHT {As-welded), impact testing
Joint Joint details for this welding procedure specification ing
JOINTS section of this WPS
BASE METALS THICKNESS RANGE QUALIFIED (i)
Type Gr50/Gr50W P-no. Grp-ro. - As-welded With BWHT.
Welded to Gr50/GrS0W P-no. Grp-no. - , Min, Max. Min. Max
Backing: Yes P-no. Grp-no. | Complete pen. - - - -
R iimpact tested 0.625 No max. - -
Retainers | Sal e
Noles Alt A709 with 80 ksi or less are also qualified : pen . )
' ; Eillet welds no min. no max. - -
DIAMETER RANGE QUALIFIED G
As-welded With PWHT.
Min. tax: win. fax.
{ 1
[ NA L NA -
FILLER METALS THICKNESS RANGE QUALIFIED
; : . ith PWHT
SFA Classification Feno. Amno: Chemical analysis-or.Trade name ; A welded .Wd W p
: S f in. Max, Min. Max.
SAW 523 ENITK <) LincoinElectric LA-75 0.125 | nomax. - ! -
Fiqx : 523 F8A2 LincoinElectric Lincolinweld95C - Required -
Sup. filler - Required -
Flux type
Fiux from recrush: slag No
Suppt. filler. metai vol. G NFA
WELDING PROCEDURE
Welding process : SAW ;
Type Machine i
Minimum preheatfinterpass femperature *. " {'F} See Back Page |
Maximum interpass temperature {F) 400 }
Fijler metal size Gy 3/32 |
Layer number |
Position EH !
Current/polarity DCEN (straight polarity} '
Amperes 363.3
Valts 31.6 .
Trav.el speed : 12.8 IWC JWC
Maximun heat input 53.8138
Wire feed type Cold wire January 14 2015
Wire feed speed : {irfming N/A !
String or weave Stringer No Approved
CIWD fin} D Bonneau 01/30/15
Muiti/Single pass per side Single or Muitiple passes i
Muitiple or single layer Single or Muitiple layer I
Osciliation None !
Muiti/singie electrode Single electrode
Elecirode angle {deg.y Varies ‘i
|

Weld deposit chemisiry.
Notes

FBAZ-ENi1K-Ni1-HB

Bennington BRF 1000(16) |

WeidOffice WPS 2014.01.008

{c) Copyright 2614 C-spec Sofiware. All rights reserved worldwide,
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STRUCTURES

Casco Bay Steel Structures
One Wallace Avenue, South Portland ME 04108

AWS - Welding Procedure Specification (WPS)

WeldCffice WPS
WPS record number 250 Revision Quatified to AWS D1.5
Date &/10/2014 Company.name Casco Bay Steel Structures

JOINTS: Typical jointis). See actual production drawings and enginesting specifications for detaifs.

3/8 single pass fist
5/16 single poss Horizontal

Amps Voits Travel Speed
| AVG 3833 / 316 / 13.8
PomuN 3289 /204 7 10.8
§ % 3985 f 33.8 / 14.7

helng performed

* pultiple passes may be used if drawing
datails call for a lerger size fillet weld than
noted above in the position welding is

i
L

T

PREHEAT TABLE

Type of groove | Fittet weld Minimum groove angle N/A
Minimum root opening 3 NIA
Maximum root face 3 N/

Applicable standard

AWS D1.5 Bridge Welding Code

For thickness 1/8 to 3/4(in.): 50(°F). Preheat to 70(°F) if the base metal temperature is below 32(°F}.
Qver 3/4 thru 1-1/2(in.): 70(°F).
Owver 1-1/2 thru 2-1/2(in.}): 150(°F).

Over 2-1/2(in.y: 225(°F). Refer to AWS D1.5 2010 Table 4.3 (pg 85)

AWS D1.5 2010 FCM

For thickness 1/8 to 3/4(in.}: 100°F).
Over 3/4 thru 1-1/2(in.): 200(°F).
Over 1-1/2 thru 2-1/2{in.): 300(°F).

Over 2-1/2(in.): 350(°F). No welding to be done if ambieni temperature in immediate area is below O(°F}

New York SCM (VISR (eR 17—
Over 3/4 to 1-1/2 -
Over 1-1/2 10 2-1/2 -~
i OVEr 2-1/2 —rmememmmmm e
TECHMIQUE

Suppiementary MF control
Peening

Surface preparation
Initial/interpass cleaning
Back gouging method

Not used

Grind/Blast/chemicaliwirebrush ciean to be free of moisture, slag, millscale, oils, dust
Brushing and Grinding

None

NOTES

AWS FCM preheats are taken from AWS D1.5 2010 Clause 12 Table 12.4 and are based upon calculated heat input calculated in accordance with
section 5.12 with an as welded H8 designation for the electrede combination we are using. This higher preneat will be used on non weathering steels aiso

[Bennington BRF 1000(16) |

JwcC

JwcC

January 14, 2015

| & / | No Approved
7 f } ‘Eﬁ / / D Bonneau 01/30/15
Signature 1 5/ g / Signature 2
Name Signature Vi W/{ W Name Signature
Matthew Cote ! 3 .
— S Mstthew J Coté .
! . ! y al
. S W 08051344
6/10/14 e A s s
Signature 3 R ) : i Signature 4
Name Signature Name Signature
Date Date

{c) Copyright 2014 C-spec Software. Al rights reserved worldwide.
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to 3/4

over3/4to 1-1/2
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GrS50
50F
70F
150F
225

Preheat$o the NYSSCM
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Casco Bay Steel Structures
One Wallace Ave, South Portiand ME 04106

AWS - Prequalified Welding Procedure Specification (pVWPS)

WeldOffice WPS
dentification # 480 Rev.
Company name Casco Bay Steel Structures Originated by Matthew Cote
Welding process SMAW Date 712212014
Process type Manual Authorized by Matthew J Cote
: Date 7/22/2014
Joint design used Position
Joint type T-Tjoint Welding position: Groove
Joint design Fillet weid \ Fillet! All
Backing No Vertical progression ‘ ; Up
§ Backing m_ater fal ‘ Not Applicable Electrical characteristics
[ Root opening (R)* (in)
Root face (1) i) Transfer mode (GMAW) N/A
Groove angle (a)* ten Current type Other
Radius (J - Uy dea Other DC+ and AC
Back goug@ng _ No Technique
Back goug}ng method None » _ Stringer or weave bead Stringer or Weave
Base metals " Datum, As Detailed (As FikUe) | iitijsingle pass (per side) Single or Multiple
Spec., type or grade Gr 50/ Gr50W Number of glectrodes Varies
Thickness: Groove (i} Spacing: Longitudinal - Gnj -
Fillet = &n)] 1/8" and above Lifnerg -
Diameter (Pipe) - i N9 weay-
Fil i Contact tube to work () -
ilier metais Peening Not permitted
AWS Specification A5.5 Interpass cleaning Brushing or grinding
AWS Clgsstﬁcatzon E-8018 H4R Preheat
Shielding Preheat temp; . Min.- P See notes
Fiux : - interpass temp.: Min... ('F)| See notes
Electrode-flux (class) - - : . Max. = (B 450
| Gas composition : - Post weld heat treatment
Gas flow rate {efiyl - -
Gas oup size oyl - Temperature 5} None
e Time ) -
Welding procedure )
| ~ Filler Current | Wirefeed | S Travel
Layer | Pass | Process Filler metal class metal type/ Amps speed Volts. speed Joint details
. : diameter polarity : :
i) 5 fniming {indming
1 All SMAW E-8018 H4R 118 DCEP 90-160 - n/a varies -
1 All SMAW E-8018 H4R 1/8 AC 100-160 - n/a varies
1 All SMAW E-8018 H4R 5/32 DCEP 130-210 - n/a varies
1 Al L sMAW E-8018 H4R 5/32 AC 140-210 - n/a varies
1 All SMAW E-8018 H4R 3/16 DCEP 180-300 - n/a varies )
1 All SMAW E-8018 H4R 3/16 AC 200-300 - n/a varies B
Designation FILLET
Notes ‘
LINCOLN ELECTRIC EXCALIBUR 8018-C3-MR -
Bennington BRF 1000(16) |
SEE BACKSIDE FOR MORE DETAILS
JwcC JwC
January 14, 2015
i [V
4 No Approved
f ¢ D Bonneau 01/30/15
Signature 1 Ji Signature 2
Name Signature’ Name Signature
Matthew J Cote L L4
Date Matthew J Cola Date
7/22/2014 CWi 08051341
Signature 3 W MUTEYISAR0T  signature 4
Name Signature Name Signalure
Date Date

WeldOffice WPS 2014.01.008

{c) Copyright 2014 C-spec Software. All rights reserved worldwide.
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Casco Bay Steel Structures
One Wallace Ave, South Portland ME 04106

AWS - Additional Information (pWPS)
WeldOffice WPS

| Identification # 480 Rev. !
[Bennington BRF 1000(16) |
AWS D1.5 2010
Single Pass Fillet weld in 1F position, No bigger than 3/8 in a single pass
Single Pass Fillet weld in 2F, 4F position, No bigger than 5/16 in a single pass
Single Pass Fiilet weld in 3F position, No biger than 1/2 in a single pass
For thickness 1/8 to 3/4(in.): 50°F). Preheat to 70(°F) if the base metal temperature is below 32(°F).
Over 3/4 thru 1-1/2(in.): 70(°F).
Over 1-1/2 thru 2-1/2(in.}: 150(°F).
Over 2-1/2(in.); 225(°F). Refer to AWS D1.5 2010 Table 4.3 (pg85)
we k Jwc
FOR FRACTURE CRITICAL WELDS January 14, 2015
' A
For thickness 1/8 to 3/4(in.): 125°F). Al ppro"‘zfmﬁ
Over 3/4 thru 1-1/2(in.): 200(°F). onneau
Over 1-1/2 thru 2-1/2(in:}: 300(°F).
Over 2-1/2(in.): 350(°F). No welding to be done if ambient temperature in immediate area is below O(°F)
ALL VERTICAL WELDING SHALL BE DONE UPWARD
IF A GAP FROM 1/16 TO 3/16 IS EVIDENT, INCREASE WELD SIZE 1/16 FOR EACH 1/16 GAP
EX 1/16 GAP IS +1/16 FROM DETAILED SiZE
1/8 GAP 1S +1/8 FROM DETAILED SiZE
3/16 GAP IS +3/16 FROM DETAILED SIZE
Preheat$o theNYSSCM .
Gr50 ' Gr50W

to 3/4 50F 100F

over3/4to 1-1/2 70F 200F

overl-1/2to 2-1/2 150F 300F

over2-1/2 225 350F

WetdOffice WPS 2014.01.008 {c} Copyright 2014 C-spec Software. All rights reserved worldwide.
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{Casco Bay Steel Structures, Inc.
WELDING PROCEDURE SPECiFlCAT!ON

oo MNA VL/’L'

Malerial specification
welding p‘?oceés ’_,C:QS MeTa !
Manual or machine S e i 3
Pasition of welding
Filler metal specification ___ S » -
Filler metal classification ) ‘ ~
Flox :

Shielding gas
Single or mulliple pass
Single or mutliple arc
Welding current DcC

Potanty i -
Welding progression LAY i’z =3 - : & 5lag-R Si=MafsTuUY-e
ol veaimen? 2 k M
Preheat and interpass lempe;?}l’u%e R <. (&» d/"& L3 A
Postheat temperature __ ; egnl s 5 - O A= 3.8 Kd /W
Hedt Input  Min 27+ I_KZTT""‘ Max f?\ TSN tr Pa.K. 18 F ) /
sk 35.0 KJ[/tn M Sov . Sing le. Pass Preheatso theNYSSCM
. Minimum Freheat and Interpass Temperature, °C [°F] Gr50 Grsow
Ty ot o34 SOF  100F
— o over3/4to1-1/2 70F 200F
ver mm ver 40 mm
[3/4in] [1-172 in} overl-1/2to 2-1/2 150F 300F
To 20 mm to 40 mm to i3 mm Over 63 mm }
Welding;Process (Base Metal) -~ 34 inj tnck {1200 fac.  {2-172in] tncl {2-1/2 in} over2-1/2 225 350F
SAW; GMAW; FCAW; SMAW (M270M [M270] ' .
{A 709M(A 709)] 34550} .- 10150} 20 {70} 65 [150] 110 [225)
- _—ﬂ. » SR ofF oF _eoF /d)”;
FeM Ges5D 150 z0° 225 52
FC:M G”/F)‘D e }E’Oﬁf; Q\S"D"’F 732‘5‘0}7 3_‘5‘0‘3?
WELDING PROCEDURE Moy LonTerpass [/}Lmﬂ,v;
- S - d . vi .
- - ——Welding current A 15ec. iz /i.i.Lf:j’ ]
Pass | E'eclrode Travel :
no. size - Amperes Volis speed AlS 0[15/ Joint detatt = | e
307 | 292 |15, 5 o F
v i <
338.7 | 31 170>
,
A Te 7o 7 -
‘O 5 3‘ 3 . e -
KEQ 2743 |27 /30
P ) 5
B %3%.7 | B 7.3
LAY + + te
';% ?Q\%é? o & &

2813 |2%.0 | 135

This proredure may vary due o labricalion sequerice, fil-up, pass size, elc.. vilhin the limitation of variables given in
applicable A.¥W.S. codes Or contract specifications

‘ xS C O ch

Authorized By v

Procedure hoA F cM {(’ 10 Conireclior

Rewvision no.

Date -
JWC JWC
January 14, 2015
No Approved Bennington BRF 1000(16) |

D Bonneau 01/30/15
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